
Rcord
Report
Cor, ,tro

NO
No:
No. 13217

QW483

rlaoe tor: MCGRAW MORGAN
Sheet ofP.O.. Box:2954

R chmono1 YA" 23235
SUGGESTED FORMAT FOR PROCEDUREUALIFICATION RECORD (POFI}

(See QW-201.2, Section IX, ASME Boiler and Pressure Vessel Code)
Record Actual Conditions Used to Weld Test Coupon.

Co..n, N, McGr,aw-Morgan.._Inc.
Procedure Oualilicalion rlecord No.__].]. n
WPSN.. 11 B
W,ng P,=.s(e,) GTAW
Types (Menual. Automatic, Semi-Aulo.) ’_M_a_fl_u_a I

Date August 29;

JOINTS (OW;402)

V

T

() I Groove Design orTest Copon

(For combination qualifications, the dq)osited weld metal thickness shell be recorded fo each filler metal or process used.)

eASE METALS (QW-403)

M.sr. SA 210

Tyeorrde- Gr A1

xwne, o( T.t Copo .286
Diameter of Test Coupon 2.375

FILLER METALS (QW-404)

Weld Metal Analysis A-No. 1
Slzeo’Filler Me 3/32"
Filler Metal F-No. 6
SA Speiic0,o. 5.18
AWSaa.itio. ER 70 S-2
Olher "

POSITION IQW-405)

Pmition of Groove 6G
Weld Progression (Uphill, Downhill)

PREHEAT (QW-406)

Preh, Temp. 500
Interpass Temp

Other

to P.No.

Uphill

1

POTWELD HEATTREATMENT (OW-407)

Tempemture Not Requird
Ti

Other

GAS (QW-4QG)

Type of Gaso Gases Argon
Composition of Gas Mixture 1(

ELECTRICAL CHARACTERISTICS (QW-409)

Current D J rct
PoImity Sfr_inh
Amps. 0 RI Volts

Tungsten Electrode Size

Other

TE.CHNIQUE (QW-410.)
Travel Seed N- A
String or Weve Beed Wav
Oscillation N. A.
Multilss or Single Pass (per side)

Single or Multiple Electrodes

Other

8/83) This form (E00007) mly be obtained from the Order Dept., ASME, 345 E. 471:11 St., NIw York, N.Y. 10017





Record No: M;56-269
Report No:
ontrol No. 13217

Made for: HcG raw Morgan
P.O. Box Z954
Richmond, VK 23235

QW-483(Beckl

Tensile Tekt (OW-150)

Specimen
No. Width

785

’786

Thickness

.286

.287

Area

Ultimate
Total Load

Ib

1,i50

PQR No.

Ultimate
Unit Stress

psi
64,365

64,051

Typ of
Filum &

Broke out of

Broke out of

reid.

eld.

I Type and Figure No.

_3A_. _-_. Eace_-__lo_.v is b e defects
4A Root_. :(!) t/|6" crack-A - Face- No visible defects
6A R, (1) ]/,, .r_k

Guided-Bend Tern (QW-IPR)

Sat Sfactory
Sat sfactory
Sat s factory
Sat s factory

Result

Toughness Test (QW-170)

Notch NOtch Test
Location Type Temp.

Impact
Values

Lateral
% Shear

Exp. Drop Weight
Mils Br+ak No Break

NO

Filllt-Wdd Test(OW-180)

Penetration into Parent Metal: Yes No

Other Tests

Type of Toet-

Wd’a Name R i _hard Duo_]_ap__ Clock No Stamp No
Temconductedby:_ing..S.Robertso_n, Inc. C. C. Crim LaboratowTestNo. 13.2_1_7.
We certify that the statements in this record are correct and 4 the test welds were preprared, welded and tested in accordance with
Itm requimmen of Section IX of the ASME Code.

Manufacturer McGraw_-Morgan,_ Inc

DMe. AI-IIISL ?_q; 198 :toconforotypeandnumU b;-theCode.|
Please note that laboratory teonly by Froehling & Robertson, Inc.16/83) Prepared specimens and procedure data submitted by HcGraw Horgan.





QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS)
(See QW-201.1 Section IX. ASME Boiler and Pressure Vessel Code)

Company Name_McGraw-Morgan, Inc.
Welding Procedure Specification No. 1 B

Revi$io No.. Date
Welding Process(es)_ GTAW

By: Curtis Morgan
Oa,e----2---5 Supporting POR No.($)"

Type(s) Manual

JOINTS (0W-402)

Joint sign V-Groove
Backing (Yes)

Backing Material (Tyle# None
(No) X

Sketches, Production Drawings, Weld Symbols or Written Description
should show the general arrangement of the parts to be welded. Where
applicable, the root spacin and the details of weld groove may be
specified.

(A! the option of the Mfgr., skelches may be attached to illustrate joint

dcsmgn, weld layers and bead sequertce, e.g. for notch toughness proce-

dures, for multiple process proceduru, etc.}

11 B

(Automltic. Manuel, Machine. Semi.Auto.).

V
Details

"BASE METALS rOWel03)

P-No. Group No. 1 to P-No. 1.
OR

Spif,tion type ,nd g,, SA 210 Gr A1
,oSpe=if,,io. wpe.,dg,., SA 210 Gr A1

OR.lysisah. Pr

Group No. 1

to Chem. Analysis mtd Mech. Prop
Thidm- Ren:... Me=: c,0o,, 1/16" to 520"

Deposited Weld Metal: Groove
Pipe Die. Range: Groo over 1"
Other

Fillet

Fillet

Fillet

"FILLER METALS row-404)

F-No. 6 Other
A-No. 1 Other

S. No. (SFA) 5. 18
AWSNo. (Clas) ER 70 S-2
Size of fi.., mt,I, 3/32"

(Electrode. Cold W;re. Hot Wire, etc.)

Electrode-Flux (Class)

oFlu Trade Name

Consumable In-,err

_
"Each base metal-filler metll combination should be recorded ndiIdual

(6/82l This form (EOO006) may tsu ol)tainud fon, Ihu Or,Ju /-)Olt.. ASME, 345 E. 47 St., N.Y., N.Y. 10017





POSITIONS (QW-405|

Position(s) of Groove G
Welding Progression: Up X Down
Polilion(s) of Fillet

PREHEAT lOW-406)

Preheat Temp. MinT. 50 F
Interpass Temp. Max.
Preheat Maintenance
(Continuous Or special heat;ng where applicale hould be recorded)

QW-482 (Back)

WPS No._

POSTWELD HEAT TREATMENT (0W407)

Temperature Range NO PWHT
Time Range..

GAS (0W-408)

Shielding Gas(es)_on
Percent Composition (mixtue) 100

Flow Rate 30 35 CFN
Gas Backing Not Used
Trailing Shielding Gas Composition__

ELECTRICAL CHARACTERISTICS (QWA09)

Current ACor DC DE Polarity Straiaht
Amps (Range) 80 85 Volts (Range) 13 -(Amps and volts range should be recorded for each electrode size,
podtlon, nd thickness, etc. This information may be listed in
ular form similar to that shown below.)

Tungsten Electrode Size and Type ./_2" 74 Thnr_iJd
(Pure Tungsten, 2% Thoriated, etc.)

Mode of Metal Transfer for GMAW N. Iequ_l.pd
(Spray arc, short circuiti.g arc, etc.)

Electrode Wire feed speed rallge NOt PIi i rpd

-TECHNIQUE lOW-4I0)
Strng or Weave Beed (Pn
Orifice or Gas Cup Size

and Interl Cleaning (omshin Grtndin etc.) ,,rf;tP ’n hp clean and free of scale. rUSts c.

Comact Tube to Work Distance N.A.
Multiple or S!ngle Ps (per side),. MUIt i p I e
.Multiple or Single Electrodes, Hultiple
Travel Speed (Range} N ..
P,e.ing NO Penng Allowed

Weld

(6/82)

Process

Filler Metal Current

Class Die.

Type
Polar

Amp.

Range

Volt

Range

Travel

Ramj

Other

(e.g., Remarks, Com-

ments, Hot Wire

Addition. Technique,

Torch Angle, Etc.)





QW-484 SUGGESTED FORMAT FOR MANUFACTURER’S RECORD OF WELDER OR WELDING OPERATOR :
QUALIFICATION TESTS .,

(See QW-301, Section IX, ASME Boiler.end Pressure Vessel Code)

Welder Name ...C,__N_l_c.h0_]i3_ Check No.
Welding Process GTAW..
In accordance with Welding Procedure Specification (WPS) 1 ]
Backing (QW-402) NOt Ised
Material (QW-403) Spec. SA ]78 A to SA 178 A

Stamp No. 0

We certify that the ,tement in this record ere correct end that the tet welds wre "prepared. welded and teled in orcbnce
requirements of. Sections IX of the ASME Code. -

Organization tntPnattonal Tubular Prodcl;$

(DMI of record of telts am illustrative only and may be modifleto conform to the type-end number of tet required by the Code.)NOLO: Any ti=l variabtle in addition to thole above shall lorded.

Aparanoe--Fillet Sk, (leg} in. X in. ConvxiW in. or ConcavtW
_..,

’’,’
TConducted by D.L. Frtcke N.D.E. Laboro-.Tt No. .:..i

,...’._.
This form (E00008) may be Obtained from the Dept., ASME, 345 E.47 St., New York, N,Y. 10017 -,-.:. ’





It,





QW82 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS)
(See QW-201.1, Section IXASME Boiler and Preuure Ve|el Code)

Compenv Name. McGRAW-MORGANL INC.
W.,d ng

Revision No Date
Welding Pres.(el) AW-- Type(a)

James C. Morgan Q.C_.M_.
Supporting POR NQ.(I) PQI-MM_-_

Manual
i.Man.ol, lI=I, o

JOINTS (QW-402)

Joint Design S i ng 1 e V-Groove
Backing (Yes) (No) ____X____
Sacking Material (Type)

Sketches, Production Drawings, Weld Symbols or Written De-
scription should show the general arrengemunt of the parts
be welded. Where applicable, the root spacing and the details
of weld groove may be specified.

(At the olion of the Mfgr., sketches may be attached to illustrate
joint design, weld layers and bead sequence, e.g. for notch
toughness procedures, for multiple process procedures, etc.)

"BASE METALS (QW)3)

P-No L Group No. __.]._. to P-No __. Group No. ]
OR

Specification type and grade _S.._, 192
to Specification type and grade IL-9

OR
Chem. Analysis and Mech. Prop
to Chem. Analysis and Mech, Prop,
Thickness Range:
S,,, Met,: Groove
Deposited Weld Metal 1" & overPipe Die. Range: Groove Fillet

Other

"FILLER METALS (QW-404)

OthlrF-No.
A-No I Other
Spat. NO. (SFA)
AWS No. (Class)
Size of filler metals --3.-

Electrode-Flux (Class)
Flux Trade Name
Consumable Ineert

N.R.
IilecuoSe. CoMI Wire, kl WWe,

Lincon.O

(6/30/79) Thls form (EOOOOb) may Oe or)reineD from the OrOe Celi;)t.. ASME. 345 E. 47 St., N.Y., N.Y. 100!?



POSITIONS lOW-406)

Position(s) of Groove XWelding Prooreselon: Up
Position(a) of Fillet

Down

PREHEAT (QW406)
Preheat Temp. Men. 5OaF
Interpaas Tamp. Max.
Preheat Maintenance
(Continuous or special heating where applicable
should be recorded)

QW482 IBaak)

POSWELD HEAT TREATMENT (QW4071

Temperature Range
Time Range

GAS lOW.me)
Shielding Gesles)

Percent Composition (mixtures)

Flow Rate
Gas Backing
Trailing Shielding Gas Composition

ELECTRICAL CHARACTERISTICS (QW-40)

cunm AC or Oc OC eoiariw Reverse
A{npe (Range) -_.OQ" vol (Range) -roes rreh olr,, the, . is inrmatn my
I in a lar rm similar tt shown iow.)

eof 1Transrr GMAW

Electrode Wire feed speed range

TECHNIQUE (0W-410)

String or Were Bem:l Str I nger
Orifice or Gas Cup Bias
Initial and InterpeN Cleaning (Brushing, Grinding, etc.) BPush t no- & Grt nd t no_

Method of Beck Gouging
Oecilletlen
Contact Tube to Wo Otonos
MuRIpia or Single Pm (per skiol
Multiple or Single Electrodes
Trmml Speed (Range)
Peening

Ultlple
Senn1

5 IO_E nh; oar mnu

Other

Weld
Layer(e)

Root
Filler
& Cove

SMAW

Cia Die.

E-7018 3/32 Rev.

Amp
Renge

lO0-110

Volt
Renge

25-35

Travel
Spe*d
Range

Omer
(e.l.. RemMkl. Com-
mentk Hot Wire Aeel-
sloe. Tecltnique, TorCh
Analo,



0W-483 SUGGESTED FORMAT FOR PROCEDURE QUALIFICATION RECORD (PQR)
(See QW-201.2, Section IX, ASME Boiler end Pressure Vessel Code)

Compa.yNeme McGR_A_W_:MORGAN, INC. 800 Research Road Richmond, VA
Procedure Qualification Record No. PQ_R_-_MH_..-_ 2 Dam .6/2/82
WPSNo. WPS., MM 2
Welding Proceu(es) S-MAW
lypea (Manual, Automatic, Semi-Auto.) _Menu_el

23235

JOINTS (002)

l \

Groove Design Used

BASE METALS (QW-403)

Material Spat. SA .. 192
Type or Grade SA ..-. ]92
P.No. .]. Gr+.l toP-No I 6r. l
Thicnew 220"
Oiemeter 2,.0Q0_= .0.sO:
Other

FILLER METALS (0W-404)

Weld Metal Anllylm A-No.
si,e of Ea=roOe _.3/32
Filler Metal F-No 4
SFA Spec,fication _.-5,. l .& S. 5
AWS Classification E -_. 7018
cxhe,

JEEL.D..t.H 70 .+:.._.:::: :__-:_
POSITION (OW-405)

Position of Groove 6 G
Weld Progression (Uphill, DOwnhill) _U.P.H.I..L_L
Other

PREHEAT (QW-406)

Preheat Temp.

Interpas$ Temp.

Jther

50 Degree F

POSTWELD HEAT TREATMENT (QW-407)

Temperature
Time

Other

GAS (QW-408)

Type of Gas or Gases
Composition of Gel Mixture

Other

ELECTRICAL C,I,,RACT.ERISTICS (0W-409)

Current UI rec
Polar,W Rever_s.e
Amps 105 VOlt, ..0
Other

MULTIPLE
_.SINGLE

TECHNIQUE (QW410)

Travel Speed

String or Weave Bead

Oscillaton

Multpass or Single Pass (per iide)

Single or Multiple Electrodes

Other

1b/30178I Th,s term (E00007) may be obta,ted tu,,+ tile Order Dept., ASME, 345 E. 47th St., New York, N.Y. 10017



QW-483 (Beck

Spec.nsn
No. Width

.725

.732

Thkkness

.203

Tensile Test (QW-lSO,

.,Ihmat " jltlrrtato

lutal Load it Stress
Area lb. psi

1472 9,864 56,686

.1464 8,756 57,284200

Character of
Failure &
Location

Broke out of "Lid

Guided Bend Tests

Type and Failure No.

3__-Face B.end SA_.Isf.tcory
No_V_tsabl e. Defect_.

4 __F.ace Ben.c_ -.S.tisfJ;trJr_
Nn Viah1# 13f#rt

lOW-160)

Resull ’I
-_._Root _Bnd _-. Sa.i_sfactorj
..No..VtsaJ01e Oects

.- Root .Bend,_,- 5atisf_tor.Y

Speomen
No.

Notch
Location

Notch
Type

Toughness Tets (QW.170)

Test Impact
Temp. Vslues % Shear

Lateral Exo.
Mils

Oral Weight
Break No Brpek

Fillet Weld Test (QW-180)

Result- Sel=sfectow: Yes N Penetration into Parent Metal:

Macro--Results ..................................
Other Tests

Type of Test
Deposit Analysis

Other

William Dunlap ClockNo StampNo. O I
Welder’s Name L+High T.es_ti_n_9 L_a_.b.0rator LebOrStOrY Teat No
Tests conclucted by’

We certif that the statements n this record Ire correct and that the test elds were preprsred, welded end tested in accordance with

the requirements of aachen IX of the ASME Code. lcGRAW-HORGAN,
Msnufsctu,er /James C.,Mq,rgan Q.C.M.



QW-484 SUGGESTED FORMAT FOR MANUFACTURER’S RECORD OF WELDER OR WELDING OPERATOR
QUALIFICATION TESTS

(See QW-301, Section IX, ASME Boiler end Pressure Vessel Code)

Welder Name Ray C. C,’lark
CheCk No Stamp No. N/A

Welding Process SH.W
In accordance with Welding Procedure Specification (WP$)
Backing (QW-4021
Mater,at (OW03)Spec. AST ,o H. .- of P-No. ,o P-NO Z .._.. ._

Thickne. .276
Die _.TJ_ QD / 80Failer Metal (QW-4N} Spec. No.

Other

Gas (OW-408) Type
Electrical Characteristics (OW-409} Current
Weld Progre_s#lon (QW-410) UPHTLL
Other N/A

Class No

DIRECT
% Composition

Polarity.. R_E:V_E__]_]_]_]..E.

For Information
Filler Metal Diameter end Trade Name
Submerged Arc Flux Trade Name
Gas Metal Arc Welding Shield Gas Trade Name

Guided Bend Test Results OW-462.2(a), QW-462.3(a), QW-462.3(b)Type and Fig. No. Result

Radlographl Test Results (QW-$04 & QW-305|
For alternative qualification of groove welds by radiography

Rad,og,aph,c R.,u.,,: ACCZ.PZ.
Fillet Weld Test Resultl tees OW.462.4(a), OW.462.4(b)JFracture Test (Describe the location, nature end size of any crack or tearing of the specimen)

Length end Per Cent of Oefects inches
Macro Tear--Fusion
Appearance---Fillet Size (leg) in. X in. Convexity

Edward C: Roaie,im
In. or ConcevtW

Test Conducted by lndusLrial NDT Co,, Inc,- Laboratory--Teat No. _8..6-84-H
We certify hat the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the
requiremencs of Sections IX of the ASME Code.

/ ....
o.,..

NOTE: Any essential variables in adltion to tho=e ave shall be recorded.

(6/30/7B) Thil form (E00008i may be obtained from the Order Dept., ASME, 346 E. 47 St., New York. N.Y. 10017





Deomd:er 18, 905

Nvil Facilltlms Contracting Office

Camp Lejoune, NoEth Carolina 28542

Re CONTRACT NO. N62470-08-C-3045
PROCEDURE FOR REPLACING TUBE

In accordance with your request, our procedure for replacing the tube
in which we accidentally knocked a hole will be the folIowingT

After re.oval o bad tube, we will examine the tube holes in botthe drm and header to insure uniformity and to insure ac=eptbillty
of the new tube.

2. The holes wall be cleaned of any foreign matter that might prevent
aagood metal tO metal seal.

The tube will be checked for proper material specification, size
and wall thickness.

The tube ends wall be s5od and cleaned for insertion to the
holes on the header and drUo

The tube will be Inserted end both ends checked foe proper stock
in the drum and header.

he tube will be rolled by an air tub otor on both ands using
hams, universal Joints and straight drives as required.

The boiler will be hydrostatic tested to insure tightness of the
now t. This hyde test will be witnessed and appred by your

I hope the above Nets you approval and pZoaso advise if you have any
questions.

I apologize for punching a Oolo in this tube but this ca be expected
while prforIng the work we are doing.

Continued





INSPECTION REPORT-BOILERS
hA’v’AC 9-1 tC) 14/4i (3/B7)
S,,persed NAVDOCK$ 2544
SIN 0105-004000

TYPE OF INSPECTION

INTERNAL ,
EXTERNAL

DATE INSPECTIJN

7-3
INTERNAL & EXTERNAL
WITH PRESSURE TEST

14.

CERTIFICATE ISSUED

S. BOILER INSP2CTOR

OPERA-

YES [] NO

BOILER DATA
3 MANU FACTU PER

)NAL BOARD NO.

IS. RF_.ASON FOR NOT ISSUING CERTIFICATE

PROPERTY NO. FG. SERIAL NO.

BUILDING B, yEAR BUILT

B. MFG. MODEL NO.

9, CAPACITY

I0. FUEL

DESIGNED

12. FEED WATER TREATMENT

I SATISFACTORY I-I UNSATISFACTORY

3. TYPE

WATER ’ FIRE
TUBE TUBE

17. BOILER UE

/

lB. COMBUSTION CONTROL (M[g. Name)

(. FLUE GAS TEMRATURE. CESS o=l AFTER BOILER "F AFTER HEAT TRAP ’F

SAFETY DEVICES
SAFETY VALVES

21,ANUFACTURER 22. NUMBER AND SIZE 23 PSLE]:TiNG 24. CONDITION

/:u.-
STEAM PRESSURE GAUE

25. MANU FAC.TU RER 26. CORRECTIONS

7. REgON F Nbr TESTED

FIRING EQUIPMENT

ITEM IN SERVICE ALTERATE

28. MANUFACTURER

29. TYPE

30 FUEL GPADE

31. INSPECTOR’S COMMENTS

32 A-T.CET(S) (Check)

COVY OF INSPECTOR’5 REPORT





INSPECTION REPORT’BOILERS
NAVFAC g-II0’4/4 (3/67)
$percdcs ,VAVDOCKS 2544
S/rN 0105-004-0000

TYPE OF INSPECTION

r--] INTERNAL &
A EXTERNAL

DATE OF INSPECTION

B WITH PRESSURE TCST C TIONAL

I. FROM

2. TO

BOILER DATA

14.

CERTIFICATE ISSUED YE 1 NO

, BOILE INSPECTOR

17. BOILER USE

Ig, COMBUSTION

/2. &. EXCESS O21
|B. COMBUSTION CONTROL

20. FLUE GAS TEMPERATURE

"F

SAFETY DEVICES

MANUFACTURER

25. MANUFACTURER

SAPETY VALVES

STEAM PRESSURE GAUGE

24. CONDITION

26. CORRECTIONS

WATER LEG CONSTANT psi; 0TH ER psi

ITEM

30 FUEL GRADE

FIRING EQUIPMENT

IN SERVICE

31, INPZCTOR’S COMMENTS

ALTERNATE

COMMENTS Head, Utilities
SPECIAL

BY OI RECT{ON

U. S GOVERNMENT PRINTI3





INSPECTION REPORT’BOILERS
VFAC -I 1014/41 (3/’7)

$,erede NAVDOCIC8 2544
S,/N 0105-004000

TYPE OF INSPECTION

INTERNAL &
EXTERNAL

I. FROM

BOILER DATA
1. MNUFAcru RER

,. PRO.",’yNO. IS. ’,’F. SER,AL NO.

I !q?7
,tq

O. FUu hk) I. PRESSURE

DESIGNED

S. MFG. MODEL NO.

CAPACITY

OPERATING T
TYPE

WATER FIRE
IJ TUBE TUBE ’C.

.A/.//TE

OF INSPECTO,N

INTERNAL & EXTERNAL OPERA-
WITH PRESSURE T_.ST C TIONAL

14.

CERTIFICATE ISSUED LYES [’---] NO
I. BOILER INSPECTOR l

, RSON FOR OT 15SUING CRIFITE

I.-’. BOILER USE

% CO EXCESS

COMBUSTION CONTROL

FLUE GA TEmPErATURE

AFTER BOILER "F AFTER HEATTRAP "F

SAFETY DEVICES

MANUFACTURER

SAFETY VALVES
NUMBER AND SIZE

STEAM PRESSURE GAUGE

23. PSI SETTING 24. CONDITION

25. MANUFACTURER

0
:27. REASON IF NOT TESTED

26. CORRECTIONS

WATER LEG CONSTANT .psi; OTHER psi

FIRING EQUIPMENT
ITEM IN SERVICE ALTERNATE

FUEL GRADE

3:, 1;SPECTOR’S COMMENTS

.2. ATTACHMEtlT(SI (Chec!O

COPY OF R.’-PORTI,N SPECTORS





/
/

2. TO

:9.z,i/o l.r-,,,u :._./ L_ 0
BOILER DATA

S. MANUFACTURER

7. BUILDING NO./ S. YF--ARBUILT

PRESSURE

13. TYPE

II’t WATER
II/ill TUBE

S. MFG. MODEL NO.

IP-#d--
CJPACITY

OPERATING TEST

I- 5-(. ,,,
TUBE C I.

OATE F INSPECTION

/ -.s-, 7/
INTERNAL EXTERNAL OPERA-
WITH PRESSURE TEST C I,! T:ONAL

14.

CERTIFICATE ISSUED I- YES ,r’-] NO--P_/-s "7 -:.;z=7.
5. BOILER INSPECTOR

I(L REASON FOR NOT ISSUING CERTIFICATE

BOILER US,. lB. COMBUSTION CONTROL (M[&o

CESS Oz
AFTER BOILER 0 "F AFTER HT TRAP

SAFETY DEVICES
SAFETY VALVES

21. MANUFACTURER

STEAM
25, MANUFACTURER

TESTED

2Z. NUMBER AND SIZE 23. PSI SETTING 24. CONDITION

.P-’ . " /-- & "’ ’V7 /xT._’
PRESSURE GAUGE

26. CORRECTIONS

WATER LEG CONSTANT psi; OTHER psi

FIRING EQUIPMENT
ITEM ALTERNATE

23. MANUFACTURER

29. Typr

0, FUEL GRADE

;N3PECTOR’S COMMENT.

7acuNT(Sl (Chech)

CO?’f OF iN3PECTOR’S REPORT

ll3m S’GNATURE "=L ,/S’EC,AL Jl VIRGIL O. RICm.[,L//. .COMMENTS IL Ut.[J;.= aEeme= BY DIRECTION





INSPECTION REPORT’8OILERS
NAVFAC g-I t014/41 (3/67)
Supersedes NAVDOCKS 2544
S/’N 0105-004-0000

TYPE OF INSPECTION

A
INTERNAL

I1 EXTERNAL

I. FROM

2 TO

BOILER DATA
MANUFACTURER

1

_
R-O)-Ry(’I /.’MFLNO.

/0-"]/ .MPFG. MODEL NO"

7. BUILDIHG NO. 8. YBR BUILT 9. PACITY

,o. UL rch, I’ ’" ,SSUR /

WATER FIRE

DATE OF INSPECTION

l;T.a. _,,So/-V 7 /
I.TERNAL" TERNAL OPERA-
WITH PRESS=J RE TEST C TIONL

14.

CERTJRCATE ISSUED r YES F-] NO

5. BOILER INSPECTOR

17. BOILF-.R USE

19. COMBUST;O,I

% COa
SAFETY DEVICES

18. COMBUSTION CONTROL (Mfg. NcueJ
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